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(54) PACKAGING NET BAG, AND MANUFACTURE OF THE BAG 
(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a packaging net bag having a 
header which is stable in shape of an opening part, easy in packaging 
operation, and convenient in taking out a content from a packaging 
body of the net bag, and its manufacturing method. 
SOLUTION: In a net bag in which the upper edge of a net sheet 1 is 
an opening part, a first header film 2 is provided outside the upper 
edge of a net sheet of one opening edge, a thermoplastic resin film 3 
is lapped on the outside of the upper edge of the net sheet of the other 
opening edge to be fixed to the opening edge by the heat bonding, the 
thermoplastic resin film 3 and a second header film 22 are fixed to 
each other on a side edge of a bag body in a semi-bonded condition, 
and the first header film 2 and the second header film 22 are bonded 
and fixed to each other on the side edge line of the bag body, and 
heat-sealed to seal the opening after a commodity is inserted in the 
bag body. 



LEGAL STATUS 

[Date of request for examination] 

[Date of sending the examiner's decision of rejection] 

[Kind of final disposal of application other than the 

examiner's decision of rejection or application 




http://wwwl.ipdI.jpo.go,jp/PAl/result/detail/main/wAAAal 1093DA412318743Pl.htm 



2/28/03 



Searching PAJ Page 2 of 2 

converted registration] 

[Date of final disposal for application] 

[Patent number] 

[Date of registration] 

[Number of appeal against examiner's decision of 
rejection] 

[Date of requesting appeal against examiner's 
decision of rejection] 

[Date of extinction of right] 



Copyright (C); 1998,2000 Japan Patent Office 



http://wwwl .ipdl.jpo.go jp/PAl/result/detail/main/wAAAal 1 093DA41 23 1 8743P 1 .htm 



2/28/03 



Page 1 of 4 

NOTICES* 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 
2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] this invention relates to the network bag for packing suitable for 
packing vegetables, such as the goods which need permeability, for example, okra, and a soybean, and its manufacture 
method. 
[0002] 

[Description of the Prior Art] Since a network bag has good permeability and can hold the freshness of vegetables 
conventionally if vegetables, such as okra and a soybean, are put in and sold to the network bag for packing, it is used 
widely. In a network bag, when there is no header, it will be in the state where vegetables were packed unreservedly, 
the appearance of goods falls, and attractiveness to consumers is reduced. The header of the network bag for packing 
prints goods information, such as a tradename, a trademark, and a place of production, and has the effect which raises 
the attractiveness to consumers of goods. The network sheet currently used for the conventional network bag for 
packing had the extremely weak waist, and its configuration of opening was unstable, and it was inconvenient also to 
the packing operation by automatic packing or manual operation. Moreover, the network bag was obturated with the 
stapler etc. and the header was also fixed by the stapler stop. Opening was difficult, when a consumer took out inner 
vegetables and there were no scissors at hand, since tearing a network sheet was not able to make the gash for opening 
at the time of ejection like the bag of a film sheet on a network sheet unexpectedly difficult in the case of such a 
packing bag. 
[0003] 

[Problem(s) to be Solved by the Invention] In a network packing bag with a header, this invention offers the network 
bag for packing convenient to take out contents from the packing object of a network bag, and its manufacture method 
while it makes the configuration of opening stability and makes packing operation easy. 
[0004] 

[Means for Solving the Problem] this invention person forms opening for goods insertion on the header of the bag body 
section with the resin film whose configuration was stable, forms goods output port other than this insertion mouth in 
the horizontal side of a header, obturates this output port in a pressure sensitive adhesive layer, and came to complete 
this invention based on the way of thinking simply made into the output port in which repetitive opening and closing 
are free. That is, this invention consists of each following item. 

(1) In the network bag which rigged the network sheet, welded the network sheet side edge which made the fold the 
bottom and carried out the polymerization, formed the bag body side edge, and used the upper limb of a network sheet 
as opening The first header film is prepared in the outside of the network sheet upper limb of one opening edge. The 
polymerization of the thermoplastics film is carried out to the outside of the network sheet upper limb of the opening 
edge of another side, and it fixes to an opening edge by heat welding, this thermoplastics film and the second header 
film In a bag body side edge, it is fixed in the fritting arrival state, and become, and it comes to carry out welding 
fixation of the first header film and the second header film on a bag body side edge line. The network bag for packing 
characterized by heat sealing and obturating the first header film upper limb and the upper limb of the second header 
film after inserting goods in a bag body. 

(2) The network bag for packing given in ** (1) term characterized by forming the fritting arrival state of heat welding 
although the kind of resin of a thermoplastics film and the second header film is different. 

(3) ** (1) which is made to stick the second header film through an adhesives layer on a thermoplastics film, and is 
characterized by the bird clapper, or the network bag for packing given in (2) terms. 

(4) In the bag manufacture process which rigs a long network sheet continuously, welds the network sheet side edge 
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which made the fold the bottom and carried out the polymerization, and forms a bag body side edge The long first 
header film is welded [ of one network sheet upper limb ] continuously. Carry out the polymerization of the 
thermoplastics film to the outside of the network sheet upper limb of another side, and by heat welding, fix to an 
opening edge and the polymerization of the second header film is further carried out to the outside of this 
thermoplastics film continuously. The manufacture method of the network bag for packing characterized by having 
melted for every width of face of a bag body, and forming fritting arrival fixation on the bag body side edge line 
between this thermoplastics film and the second header film. 

(5) The manufacture method of the network bag for packing given in ** (4) term characterized by forming when the 
quality of the material of the thermoplastics film which welds [ network sheet ] fritting arrival fixation, and the second 
header film is different. 

(6) The manufacture method of the network bag for packing given in ** (4) term characterized by forming fritting 
arrival fixation by applying a welding inhibitor to the field of a thermoplastics film and one of the second header films. 
[0005] 

[Embodiments of the Invention] The network sheet used for the network bag for this invention packing forms the 
monofilament of thermoplastics with a diameter [ of a plastics resin ] of about 0.05-0.8mm in the shape of a network, 
and is continuously manufactured by the network sheet by extrusion molding, and what is known widely can be used 
for it. Thermoplastics, for example, polyethylene, polypropylene, nylon, etc. can be used for the network sheet of raw 
material. Especially, the network of the monofilament of a polyethylene resin or polypropylene resin is suitable. 
Although there is a header film of the network bag for this invention packing two both sides, one [ at least ] header film 
is the laminated film or laminating sheet which laminated the printed film independent or the printing film. The base- 
material sheet which laminates a printing film can use a sheet plastic thick [ with a thin film or the waist ]. It is helpful 
as a part for the attaching part when the waist of a header film becoming strong when using a thin film for a base 
material, and becoming independent on a bag, and demonstrating the impact of advertising of a header, and having a 
network bag packing object. As shown in drawing 2 and drawing 3 , the network bag for this invention packing rigs a 
network sheet, and welds and forms the bag body side edge 8 on the fusing welding edge by making the fold into the 
bag body bottom 9. 

[0006] this invention rigs a network sheet, welds the network sheet side edge which made the fold the bottom and 
carried out the polymerization, forms a bag body side edge, and is characterized by the following composition in the 
network bag which used the upper limb of a network sheet as opening. 

(i) The first header film is prepared in the outside of one upper limb of the network sheet which carried out the rigging 
polymerization. 

(ii) The polymerization of the thermoplastics film is carried out to the outside of the network sheet upper limb of 
another side, and it fixes to an opening edge by heat welding. 

(iii) In a bag body side edge, it comes to fix this thermoplastics film and the second header film in the fritting arrival 
state. And the second header film is connected with the first header film by heat welding on a bag body side edge line. 
Consequently, the periphery of opening of the network bag for this invention packing is formed with the film. 

(iv) After inserting goods in a bag body, the first header film upper limb and the upper limb of the second header film 
are carried out heat-sealing 6, and are obturated. 

[0007] The functional feature is that it serves also as the function of the piece of obturation while the second header 
film functions as a header film. The feature is that the second header film which is the piece of obturation of the 
obturation structure is carrying out fritting arrival to the opening edge, and -- opening of the network bag for this 
invention packing -- the [ the first header film and ] -- the point that the 2 header film is connected by welding and the 
perimeter of an opening periphery is formed with the film is also the feature Since a network expands and contracts 
greatly that an opening edge is a network sheet and the configuration of an opening edge is not stabilized, the operation 
which packs goods cannot become difficult, especially it cannot be used for automatic or a semi-automatic packaging 
process, with the network bag for packing of this invention, since the perimeter of opening 7 is formed with the 
connected first header film and the connected second header film, operation of it being markedly alike as compared 
with the case where a part of opening has a network sheet, and the configuration of opening 7 being stabilized, and 
putting goods in a bag becomes convenient Moreover, since the output port which the pressure sensitive adhesive 
obturates is prepared apart from the insertion mouth, ejection operation of goods also becomes easy. 
[0008] The above-mentioned characteristic composition is further explained to a detail based on the drawing of an 
example. As for the network bag for packing of this invention, it is desirable to weld preferably the width of face of 
welding of the bag body side edge of a two front reverse side network sheet by width of face of 5mm or more 3mm or 
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more. If this width of face is narrow, the intensity of a network bag will become easy to be torn weakly. As the network 
bag for this invention packing is shown in drawin g 1 , the first header film 2 is attached in the outside of one opening 
edge of the upper limb of the network sheet 1 which rigged and made the rigging portion the pars basilaris ossis 
occipitalis by welding. Especially the method of welding can be performed by heat sealing which there is no limit and 
met the well-known method, for example, an opening edge. The thermoplastics film 3 is being similarly fixed to the 
outside of the network sheet 1 opening edge of another side by welding. And the second header film 22 is being further 
fixed to the outside in the fritting arrival state on the thermoplastics film 3 and the bag body side edge line. This plan is 
shown in drawin g 2 . Although the fritting arrival state in the network bag for this invention packing is strongly welded 
with heat, it is in the state welded [ which can have the margo inferior of the second header film 22 with a finger, and 
can be removed from a thermoplastics film ]. If such a fritting arrival state applies a welding inhibitor, for example, an 
ink component, adhesives, and the fats-and-oils matter between the thermoplastics film 3 and the second header film 22 
and melts them from it before it carries out fusing welding of the bag body side edge by the culmination of the network 
bag manufacturing process for this invention packing, these fusing matter can intervene between weldings, and it can 
bar perfect welding, and can form a fritting arrival state. 

[0009] The method of realizing this fritting arrival state also by changing the quality of the material of a thermoplastics 
film and the second header film 22 especially in the case of this invention is desirable at the point that fritting arrival 
strength is large. For example, although it is not full welding by using polypropylene resin for the second header film 
22 by making a thermoplastics film into the product made of a polyethylene resin, it is strongly [ fairly ] fixable with a 
fritting arrival state. If it tears off with the margo inferior from which the lower part of the second header film 22 is 
isolated even if the fritting arrival state welds quite strongly since this fritting arrival portion is a narrow area on the 
narrow line of a bag body side edge, a fritting arrival portion will separate one by one from a lower part. That is, since 
the fritting arrival portion formed as mentioned above is weaker than the intensity of the quality-of-the-material film 
for bag body opening, a fritting arrival portion surely separates. And since there is such no operation to remove, 
obturation of packing does not lose the usual handling as a packing bag. 

[0010] As shown in drawin g 3 , after the network bag for this invention packing inserts goods 4, it carries out the upper 
limb of the first header film 2, and the upper limb of the second header film 22 heat- sealing 6, and obturates them. 
Since it was different from the case of a network sheet since the first header film 2 and the second header film 22 
formed the verge of opening at this time, and the configuration of opening is stable, an automatic packaging process is 
applicable. And obturation is also possible by heat sealing and insertion of goods is more convenient for packing 
automation than obturation by the pressure sensitive adhesive layer. When a consumer picks out goods from the 
packing object which packed goods like drawing 3 , opening of the fritting arrival state can be removed and carried out 
from the margo inferior of the second header film 22, and goods can be taken out. Since the margo inferior of the 
second header film 22 is isolated from the field of the thermoplastics film 3 except for a bag body side edge line top, 
operation of putting in and removing a finger is easy. At this time, since the finger of another side can tear off holding 
this lobe 10 with one finger if the lobe 10 which made the soffit of a thermoplastics film project from the margo 
inferior of the second header film 22 is formed, it is convenient. Since it is difficult to hold a network sheet without the 
waist, opening operation can be made convenient by the lobe 10 of the thermoplastics film 3. The pressure sensitive 
adhesive layer 5 prepared by request is formed in drawin g 1 and drawin g 3 . Thus, if the pressure sensitive adhesive 
layer 5 is formed between the thermoplastics film 3 and the second header film 22, after taking out some goods, 
opening in a bag can be again obturated with the second header film 22 in a pressure sensitive adhesive layer. When not 
using all the goods contained at once, it is convenient to form the pressure sensitive adhesive layer 5. In this case, in the 
first ejection operation, operation of a fritting arrival portion in which remove and ** removes a pressure sensitive 
adhesive layer further is needed. Only a pressure sensitive adhesive layer removes the 2nd ejection, and it is operated. 
[001 1] The network bag for this invention packing can be manufactured easily. A long network sheet can be rigged and 
it can manufacture by making the fold into a pars basilaris ossis occipitalis at the usual bag manufacture process which 
melts a bag body side edge for every width of face of a bag body. Before this fusing process, to the edges on both sides 
of a long network sheet, the long film and long thermoplastics film tape of width of face of the first header film are 
welded, respectively, and further, on a thermoplastics film, the polymerization of the film of the long picture of the 
second header film can be carried out, and it can cut and manufacture for every bag body width of face at the last fusing 
welding process of a bag body manufacturing process. At this time, on a bag body side edge line, welding of welding 
the network sheet of the front reverse side of a bag body, the first header film, welding of a network sheet and a 
thermoplastics film, and a network sheet and the fritting arrival of a thermoplastics film and the second header film 
happen, and the network bag for this invention packing can be manufactured. Fritting arrival can change the quality of 
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the material of thermoplastics and the resin of the second header film, and can perform it. It is a desirable combination 
to make another side into polypropylene resin by making one side into a polyethylene resin especially at the point 
which the intensity of fritting arrival can make fritting arrival while maintaining the obturation intensity of a packing 
object. If what applied the welding inhibitor to either the second header film or the thermoplastics film is used when 
performing fritting arrival by the welding inhibitor, the network bag for this invention packing can be manufactured by 
the same manufacture method. 
[0012] 

[Effect of the Invention] Since opening is formed with the resin film with the strong waist, the network bag for this 
invention packing can do easy the packing work of goods, such as being applicable to an automatic packaging process. 
And by welding of the fritting arrival state on a bag body side edge line, since output port is obturated, goods can be 
taken out easily. 



[Translation done.] 
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1 ^7hi/-b 

2 ®-A,-y^-7>f;UA 

3 »BJIittflSJi7>f/UA 

4 ffiA 

5 fSffi^»jl 

6 t-hi^-;U 

7 eaasB 

8 ^^ii^ 

9 gttESiS 
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10 £iM 



(5) ^2000-3 18743 

8 

2 2 m~s\vy-7J»sJ± 





F?-A(##) 3E064 AA01 BA10 BC18 EA12 FA01 
GA01 HA06 HF06 HG05 
3E075 BA68 BB03 BB08 BB09 CA01 
DD13 DD45 DE03 GA04 GA05 
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